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PROBLEM TO BE SOLVED:,To increase the bonding 
strength of the resin boundary part between an air bag 
door part of a different kind material and a general part 
and to obtain the stable bond strength, 
SOLUTION: Two ring-shaped projections 38 are formed 
on the back 36A of the^^eripheral overhang part 36 of 
the air bag door part 3^ of an instrument pane! 10 which 
makes the bonding s/rface between the air bag door 
part 32 and a general part 34, The projections 38 are 
bonded to two ringrshaped recessions 42 formed on the 
Siurface 40A of the opening fringe part of the general 
part 34. Two ring-shaped projections 44 are formed on 
the back 40B of the opening fringe part 40 of the general 
part 34, the pi^ojections 44 are formed at places opposite 
to the recess^ions 42 respectively. Moreover, a ring- 
shaped receised relief 41 is formed on the outside of 
the overhang part 36. 




LEGAL STATUS 

[Date of request for examination] 

[Date of sending the examiner's decision of 
rejection] 

[Kind of final disposal of application other than 
the examiner's decision of rejection or 
application converted registration] 
[Date of final disposal for application] 
[Patent number] 
[Date of registration] 

[Number of appeal against examiner s decision 
of rejection] 

[Date of requesting appeal against examiner's 



http://www1.ipdljpo.gojp/PA1 /result/detail/main/wAAAa15559DA410095029P1,htr 2002/11/01 



Searching PAJ 2/2 ^— 

decision of rejection] 
[Date of extinction of right] 

Copyright (C); 1 998.2000 Japan Patent Office 



http://www1 .ipdl jpo.go jp/PAl /result/detail/main/wAAAa1 5559DA41 0095029P1 .h.„ 2002/1 1 /01 



* NOTICES * 



Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer.So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 
[Claim(s)] 

[Claim 1] The instrument panel which has in one the air bag door section characterized by 
providing the following. The rear face of the periphery overhang section of the aforementioned 
air bag door section which consists of the air bag door section made of the elasticity resin with 
which the instrument-panel main part was really fabricated with 2 color injection molding, and 
the general section made of rigid resin, and makes the plane of composition of the 
aforementioned air bag door section and the aforementioned general section. Annular heights 
really formed in the rear face of the annular concavo-convex section formed between the front 
faces of the opening periphery section of the aforementioned general section, and the opening 
periphery section of the aforementioned general section. 

[Claim 2] The manufacture method of the instrument panel which has the air bag door section in 
one characterized by providing the following. The process which injects an elasticity resin to the 
cavity of a cover half and an ejector half, and fabricates the air bag door section after it made 
the core back plate by which the concave was formed in the apical surface contact a cover half 
and it has carried out the seal. The process which is made to carry out specified quantity retreat 
of the aforementioned core back plate, injects rigid resin to the cavity of a cover half and an 
ejector half, and fabricates the general section. 

[Claim 3] The aforementioned core back plate is the manufacture method of the instrument 
panel which has in one the air bag door section according to claim 2 characterized by making the 
end face outside the aforementioned concave contact the heights for concave relief formed in 
the cover half in advance of air bag door section injection molding. 

[Claim 4] The aforementioned core back plate is the manufacture method of the instrument 
panel which has in one the air bag door section according to claim 2 characterized by for the end 
face outside a concave serving as an annular lobe equivalent to the board thickness of the 
periphery overhang section of the air bag door section which carried out the amount protrusion, 
and making the aforementioned annular lobe contact the general surface of a cover half in 
advance of air bag door section injection molding. 

[Claim 5] The manufacture method of the instrument panel which has in one the air bag door 
section characterized by including the process which carries out hot flow pouring of the melting 
resin for seals at the concave formed in the apical surface of a core back plate, the process 
which forces the aforementioned core back plate on the aforementioned cover half while ****** 
(ing) an ejector half to a cover half, and the process which injects an elasticity resin to the 
cavity of a cover half and an ejector half, and fabricates the air bag door section. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] this invention relates to the instrument panel 

which has the air bag door section in one, and its manufacture method, 

[0002] 

[Description of the Prior Art] Conventionally, an example of the structure which made one the 
door section of the air bag equipment for passenger seats at the instrument panel is shown in 
JP,7-137596,A and JP.5-208428,A. 

[0003] the air bag door section which injection molded the air bag door section of JP,7-137596,A 
in the instrument panel which it has in one — the metal mold for instrument-panel fabrication — 
both are combined by the junction force of the resin material of the air bag door section, and the 
resin material of the general section by setting inside and carrying out injection molding of the 
general section of an instrument panel 

[0004] However, there is a possibility that the bonding strength of the resin boundary section of 
the air bag door section and the general section may be weak, and the air bag door section 
circumference may deform in this case. 

[0005] In order to improve this, in the instrument panel which has the air bag door section of 
JP,5-208428.A in one, the junction force of the resin material of the air bag door section and the 
resin material of the general section is heightened by making one melting resin of the air bag 
door section and the general sections hidden in the resin of another side by 
[0006] 

[Problem(s) to be Solved by the Invention] However, the amount of a hidden resin material 
differs in the instrument panel which has the air bag door section of JP,5-208428,A in one by 
change of the internal pressure in a mold, or resin temperature. That is, when resin temperature 
is high, there is much unlicensed **** of a resin, and when resin temperature is low, there is 
little unlicensed **** of a resin. Therefore, since a barricade is formed in a front face and it 
becomes poor [ a front face ], it is difficult to obtain the bonding strength by which the air bag 
door section and the general section were stabilized. 

[0007] It is the purpose to acquire the instrument panel which has in one the air bag door 
section which can obtain the bonding strength stabilized by this invention while the bonding 
strength of the resin boundary section of the air bag door section of a dissimilar material and the 
general section became high in consideration of the above-mentioned fact, and its manufacture 
method. 
[0008] 

[Means for Solving the Problem] The instrument panel which has the air bag door section of this 
invention according to claim 1 in one It consists of the air bag door section made of the 
elasticity resin with which the instrument-panel main part was really fabricated with 2 color 
injection molding, and the general section made of rigid resin. The rear face of the periphery 
overhang section of the aforementioned air bag door section which makes the plane of 
composition of the aforementioned air bag door section and the aforementioned general section. 
It is characterized by having the annular concavo-convex section formed between the front 
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faces of the opening periphery section of the aforementioned general section, and the annular 
heights really formed in the rear face of the opening periphery section of the aforementioned 
general section. 

[0009] Therefore, since the plane-of-composition product of the plane of composition of the air 
bag door section and the general section increases by the concavo-convex section formed in 
the plane of composition, while the bonding strength of the air bag door section of a dissimilar 
material and the general section becomes high, the stable bonding strength can be obtained. 
Moreover, since annular heights were prepared also in the rear face of the opening periphery 
section of the general section which consists of rigid resin, the intensity of the air bag door 
section circumference also becomes high, and its endurance improves. 

[0010] The manufacture method of the instrument panel which has the air bag door section of 
this invention according to claim 2 in one After it made the core back plate by which the 
concave was formed in the apical surface contact a cover half and it has carried out the seal It 
is characterized by including the process which injects an elasticity resin to the cavity of a 
cover half and an ejector half, and fabricates the air bag door section, and the process which is 
made to carry out specified quantity retreat of the aforementioned core back plate, injects rigid 
resin to the cavity of a cover half and an ejector half, and fabricates the general section. 
[001 1] Therefore, sin.GjsHthe concavo-convex section is formed in the plane of composition of the 
air bag door section and the general section and a plane-of-composition product increases by 
slight change which prepares a concave in the end face of a core back plate, while the bonding 
strength of the air bag door section of a dissimilar material and the general section becomes 
high, the stable bonding strength can be obtained. Moreover, since annular heights are formed 
also in the rear face of the opening periphery section of the general section which consists of 
rigid resin, the intensity of the air bag door section circumference also becomes high, and its 
endurance improves. 

[0012] In the manufacture method of an instrument panel that this invention according to claim 3 
has the air bag door section according to claim 2 in one, the aforementioned core back plate is 
characterized by making the end face outside the aforementioned concave contact the heights 
for concave relief formed in the cover half in advance of air bag door section injection molding. 
[0013] Therefore, in order that a core back plate may carry out the seal of the resin boundary 
section of the air bag door section and the general section in advance of air bag door section 
injection molding in contact with the heights for concave relief by which the end face outside a 
concave was formed in the cover half, the instrument panel which has in one the air bag door 
section which has concave relief is easily obtained by 2 color injection molding. 
[0014] In the manufacture method of an instrument panel that this invention according to claim 4 
has the air bag door section according to claim 2 in one, the aforementioned core back plate 
serves as an annular lobe by which the end face outside a concave is equivalent to the board 
thickness of the periphery overhang section of the air bag door section and which carried out 
the amount protrusion, and it is characterized by making the aforementioned annular lobe 
contact the general surface of a cover half in advance of air bag door section injection molding. 
[0015] Therefore, in order that, as for a core back plate, the annular lobe equivalent to the board 
thickness of the periphery overhang section of the air bag door section prepared in the end face 
outside a concave may carry out the seal of the resin boundary section of the air bag door 
section and the general section in contact with the general surface of a cover half in advance of 
air bag door section injection molding, the instrument panel which has the air bag door section 
without concave relief in one is easily obtained by 2 color injection molding. 
[0016] The manufacture method of the instrument panel which has the air bag door section of 
this invention according to claim 5 in one is characterized by including the process which carries 
out hot flow pouring of the melting resin for seals at the concave formed in the apical surface of 
a core back plate, the process which forces the aforementioned core back plate on the 
aforementioned cover half while ******(ing) an ejector half to a cover half, and the process 
which injects an elasticity resin to the cavity of a cover half and an ejector half, and fabricates 
the air bag door section. 

[0017] Therefore, also in the part in which the mold seal carried out the seal in order that not a 



http://www4.ipdl jpo,gojp/cgi-bin/tran_web_cgi_ejue 



2002/11/01 



3/7 ^— V 



metal touch but a melting resin might carry out a seal in contact with a cover half, appearance 
quality of the imprint of the crimp of a cover half improves well. Moreover, since a melting resin 
contacts a cover half, configuration flattery nature is good and a seal is made certainly, the 
quality of the resin boundary section of the air bag door section and the general section is 
stabilized. It combines and the bonding strength of the resin boundary section also improves. 
Furthermore, the cure of preparing concave relief in a sealing surface, or supposing that he has 
no crimp is unnecessary, and a good instrument-panel design is obtained by design top freedom. 
[0018] 

[Embodiments of the Invention] The 1st operation gestalt of the instrument panel which has the 
air bag door section of this invention in one is explained according to drawing 1 - drawing 7 . 
[0019] As shown in drawing 2 , air bag equipment 12 (a part is illustrated to drawing 1 ) is 
arranged in the inner direction of a passenger side (space left-hand side of drawing 2 ) by the 
instrument panel 10 prepared in the vehicle interior of a room of vehicles. 

[0020] As shown in drawing 1 , the air bag case 14 of air bag equipment 12 is being fixed to the 
instrument-panel reinforcement which omitted illustration, and the air bag bag body 18 is 
contained in the inflator 16 and the state where it folded up. in the air bag case 14. 
[0021] Moreover, the part which carries out abbreviation opposite with the air bag case 14 of an 
instrument panel 10 serves as the air bag door section 32, and this air bag door section 32 
consists of TPO (thermoplastic olefin) as an elasticity resin, and TPE (thermoplastic elastomer, 
for example, the bending elastic modulus 100 - SOOMPa, 50 - 300% of -35-degreeC ductility). On 
the other hand, the general sections 34 other than air bag door section 32 of an instrument 
panel 10 TSOP as rigid resin (it is what Broglie-ized an elastomer (rubber) and PP (copolymer) 
(technology which builds the macromolecule multicomponent system material which can expect 
the synergistic effect), added talc further, and carried out compound strengthening) It has shock 
resistance and rigidity and the fluidity consists of a low-specific-gravity PP resin which fitted 
the light-gage product well, for example, bending elastic-modulus 1500-2500MPa, and a PP 
resin. 

[0022] If the mechanical or electric acceleration sensor which is not illustrated detects a sudden 
slowdown of vehicles, the inflator 16 within the air bag case 14 operates, and air bag equipment 
12 will turn to the air bag door section 32 of an instrument panel 10 the air bag bag body 18 
which is folded up and held in the air bag case 14, and will be expanded. The air bag bag body 18 
presses the air bag door section 32 of an instrument panel 10, makes the air bag door section 32 
cleave, and is developed to the vehicle interior of a room. In addition, since well-known general 
composition is conventionally applicable as air bag equipment 12. with the gestalt of this 
operation, detailed explanation of air bag equipment 12 is omitted. 

[0023] As shown in drawing 1 . from the periphery section of the air bag door section 32, 
standing wall section 32A surrounding the opening periphery of the air bag case 14 is set up. 
Moreover, by enclosing the opening periphery of the air bag case 14 by standing wall section 
32A, when the air bag bag body 18 expands, it has prevented developing along the tooth back of 
the general section 34. 

[0024] The thin-walled part 35 (notch section) is formed in the cross-direction abbreviation 
center section of the air bag door section 32 along with the cross direction. Therefore, if the air 
bag door section 32 is pressed by the expanding air bag bag body 18 at the time of air bag 
expansion, it cleaves along with a thin-walled part 35, and the air bag door section 32 which 
clove will rotate, and opening which enables expansion of the air bag bag body 18 to the vehicle 
interior of a room will be formed. 

[0025] Moreover, two annular (it goes around the periphery of the air bag door section 32) 
heights 38 are formed in rearH^ace 36A of the periphery overhang section 36 of the air bag door 
section 32 which makes the plane of composition of the air bag door section 32 and the general 
section 34. These heights 38 are joined to two annular crevices 42 formed in surface 40A of the 
opening periphery section 40 of the general section 34. 

[0026] Moreover, two annular heights 44 are formed in rear-face 40B of the opening periphery 
section 40 of the general section 34, and these heights 44 are formed in the part which counters 
a crevice 42. respectively. Furthermore, the annular concave relief 41 is formed in the outside of 
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the periphery overhang section 36 of the air bag door section 32. 

[0027] Next, the forming method of the instrument panel 10 of the 1st operation gestalt of this 
invention is explained in detail. 

[0028] First, as shown in drawing 3 , an elasticity resin is injected to the cavity of a cover half 50 
and an ejector half 52, and the air bag door section 32 is fabricated. Under the present 
circumstances, inside [ mold ] the cover half 50, the heights 51 for concave relief for forming the 
concave relief 41 are formed, and end-face 54A of the core back plate 54 is in contact with 
end— face 51 A of these heights 51 for concave relief. Two annular concaves 56 are formed in the 
part of end-face 54A of the core back plate 54 which serves as the inside to the air bag door 
section 32 of this contact section. 

[0029] Therefore, at this process, by making end-face 54A of the core back plate 54 contact 
end-face 51 A of the heights 51 for concave relief of a cover half 50, where the seal of the resin 
boundary section of the air bag door section 32 and the general section 34 (a cavity shows at 
drawing 3 ) is carried out, an elasticity resin is injected to the cavity of a cover half 50 and an 
ejector half 52, and the air bag door section 32 can be fabricated. 

[0030] Moreover, two annular heights 38 are formed in rear— Face 36A of the periphery overhang 
section 36 of the air bag door section 32 of this process. 

[0031] In addition, as shown in drawing 5 , the core back plate 54 is made into the shape of a box 
which has endH^ace 54A of the shape of an abbreviation rectangle corresponding to the 
periphery edge of the air bag door section. 

[0032] Furthermore, as shown in drawing 6 . the core back plate 54 is arranged in the ejector 
half 52 possible [ movement in the direction (the direction of arrow A and the direction of arrow 
B of drawing 6 ) which attaches and detaches to a cover half 50 ], and bottom 54B of the core 
back plate 54 is being fixed to upper surface 58A of a slide plate 58. The slide plate 58 is being 
fixed to the stopper cylinder 62 through the cylinder tie-down plate 60, and the core back plate 
54 moves in the direction of arrow A or the direction of arrow B of drawing 6 by driving the 
stopper cylinder 62, 

[0033] At the following process, as shown in drawing 4 , the core back plate 54 is specified- 
quantity L Lowered in the direction (the direction of arrow B of drawing 4 ) estranged from a 
cover half 50, rigid resin is injected to the cavity of a cover half 50 and an ejector half 52, and 
injection molding of the general section 34 is carried out to it. 

[0034] under the present circumstances, to end-face 54A of the core back plate 54 Since two 
concaves 56 are formed, two annular heights 38 formed in rear-face 36A of the periphery 
overhang section 36 of the air bag door section 32 While joining to two annular crevices 42 
where it was fabricated with a hard resin material, and intensity was formed in surface 40A of 
the opening periphery section 40 of the high general section 34, it is fabricated with a hard resin 
material and two annular heights 44 are formed in rear-face 40B of the opening periphery 
section 40 of the general section 34 with high intensity. 

[0035] Therefore, in the instrument panel 10 of the 1st operation form of this invention, since 
the plane-of-composition product of the periphery section 36 of the air bag door section 32 
increases, while the bonding strength of the resin interface of the air bag door section 32 of a 
dissimilar material and the general section 34 becomes high by the crevice 42 and heights 38, 
the stable bonding strength can be obtained. Moreover, tonrieraf— face 40B of the opening^ 
periphery section 40 of the general section 34 which consists of rigid resin, since two annular 
heights 44 were formed, the surrounding intensity of the air bag door section 32 also becomes 
high, and its endurance improves. 

[0036] moreover, by the manufacture method of the instrument panel which it has in one, the air 
bag door section of the 1st operation gestalt of this invention After it made the core back plate 
54 contact a cover half 50 and it has carried out the seal The process which injects an elasticity 
resin to the cavity of a cover half 50 and an ejector half 52, and fabricates the air bag door 
section 32, The core back plate 54 specified quantity L retreat Since the process which is made 
to carry out, injects rigid resin to the cavity of a cover half 50 and an ejector half 52, and 
fabricates the general section 34 is included, The bonding strength of the air bag door section 32 
of a dissimilar material and the general section 34 becomes high by slight change which forms a 
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concave 56 in end-face 54A of the core back plate 54. 

[0037] Moreover, by the manufacture method of the instrument panel which has the air bag door 
section of the 1st operation form of this invention in one, in order that end-face 54A of the core 
back plate 54 may carry out the seal of the resin boundary section of the air bag door section 
and the general section in advance of air bag door section injection molding in contact with the 
heights 51 for concave relief formed in the cover half 50, the instrument panel 10 which has in 
one the air bag door section 32 which has the concave relief 41 is easily obtained by 2 color 
injection molding. 

[0038] Moreover, as shown in drawing 7 , the inside of the core back plate 54 injects the resin 
material of the air bag door section 32 from a nozzle 68 through the tunnel gate 66 inserted in 
opening 54C which processed by undershirt ****** 64 and was formed in the core back plate 
54. Under the present circumstances, the part 68 which connects a tunnel gate 66 with the air 
bag door section 32 is cut and removed by post processing. 

[0039] As shown in drawing 8 , in addition, the instrument panel 10 which has the air bag door 
section of the 1st operation gestalt of this invention in one Rigid resin 22,ifor example, the lower 
layer sheet which consists of polypropylene (PP), The foaming resin 24 arranged in the method 
side of the vehicle interior of a room of this lower layer sheet 22 (with for example, the interlayer 
who consists of PP foaming layer) It is good also as composition which arranged the three-layer 
epidermis 20 which consisted of upper sheets 26 which consist of the elasticity synthetic resin 
arranged in this interlayer s 24 method side of the vehicle interior of a room, for example, PVC, 
(vinyl chloride resin), and TPO on the instrument-panel main part 30. 

[0040] In this case, it is in the state which set the three-layer epidermis 20 in the cover half 50, 
and injection molding of the air bag door section 32 and the general section 34 of the 
instrument-panel main part 30 is carried out. Under the present circumstances, the core back 
plate 54 is annular lobe 54C by which the end face outside a concave 56 is equivalent to the 
board thickness of the periphery overhang section 36 of the air bag door section 32. For this 
reason, the instrument panel which has the air bag door section without concave relief in one is 
easily obtained by 2 color injection molding by making this annular lobe 54C contact the three- 
layer epidermis 20 arranged in one-way 50A of a cover half 50 in advance of injection molding of 
the air bag door section 32, and carrying out the seal of the resin boundary section of the air bag 
door section 32 and the general section 34 (a cavity shows at drawing 8 ). In addition, it is good 
also considering epidermis as monolayer epidermis made of elasticity synthetic resin. 
[0041] Next, the 2nd operation form of this invention is explained according to drawing 9 - 
drawing 1 1 . In addition, the same sign is attached about the same member as the 1 st operation 
form, and the explanation is omitted. 

[0042] As shown in drawing 9 , by the manufacture method of the instrument panel which has 
the air bag door section of the 2nd operation form of this invention in one, for the seal of the air 
bag door section of the instrument panel in 2 color injection molding, and the general section, a 
concave 70 is formed in end-face 54A of the core back plate 54, and hot flow pouring of the 
melting resin 72 is carried out into this concave 70. 

[0043] Then, as shown in drawing 10 , the core back plate 54 is moved in the cover-half 50 
direction (the direction of arrow A of drawing 10 ), and it considers as a seal state on both sides 
of the melting resin 72 between the core back plate 54 and a cover half 50. 
[0044] An elasticity resin is injected to the cavity of a cover half 50 and an ejector half 52, and 
the air bag door section 32 is fabricated in this state. Under the present circumstances, the 
melting resin 72 joins to the air bag door section 32. 

[0045] Next, as shown in drawing 11 , the core back plate 54 is specified-quantity L Lowered in 
the direction (the direction of arrow B of drawing 1 1 ) estranged from a cover half 50, rigid resin 
is injected to the cavity of a cover half 50 and an ejector half 52, and the general section 34 is 
fabricated. Under the present circumstances, while the qpeltih'pri§in»»9*2fj0j^ general 
gection 34, the general section 34 and the air bag door section 32 join. Moreover, the annular 
heights 73 are formed in rearH^ace 40B of the opening periphery section 40 of the general 
section 34 which consists of rigid resin of a concave 70. 

[0046] Therefore, since a mold seal is performed by not a metal touch but the melting resin 72 
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by the manufacture method of the instrument panel of the 2nd operation form of this invention, 
the imprint of the crimp formed in one-way 50A of a cover half 50 also has well good appearance 
quality. Moreover, in order to use the melting resin 72, configuration flattery nature is good, a 
seal is made certainly, and the quality of the resin boundary section is stabilized. It combines and 
the bonding strength of the boundary section also improves. 

[0047] Moreover, by the instrument panel 10 of the 2nd operation gestalt of this invention, as 
shown in drawing 12 , since the annular heights 73 are formed in rear-face 40B of the opening 
periphery section 40 of the general section 34 which consists of rigid resin, the surrounding 
intensity of the air bag door section 32 also becomes high, and its endurance improves. 
[0048] Furthermore, in the 2nd operation gestalt of this invention, since the imprint of the crimp 
formed in one-way 50A of a cover half 50 is good, the cure of preparing concave relief in surface 
72A of the melting resin 72, or supposing that he has no crimp is unnecessary, and a good 
instrument-panel design is obtained by design top freedom. 

[0049] Although this invention was explained above in detail about the specific operation form, 
this invention is not limited to this operation form, and it is clear for this contractor its for other 
various operation forms to be possible within the limits of this invention. 
[0050] 

[Effect of the Invention] The instrument panel which has the air bag door section of this 
invention according to claim 1 in one The rear face of the periphery overhang section of the air 
bag door section which consists of the air bag door section made of the elasticity resin with 
which the instrument-panel main part was really fabricated with 2 color injection molding, and 
the general section made of rigid resin, and makes the plane of composition of the air bag door 
section and the general section, Since it has the annular concavo-convex section formed 
between the front faces of the opening periphery-section of the general section.'and the annular 
heights really formed in the rear face of the opening periphery section of the general section, 
VVhile the bonding strength of the resin boundary section of the air bag door section of a 
dissimilar material and the general section becomes high, it has the outstanding effect that the 
stable bonding strength can be obtained. Moreover, the intensity of the air bag door section 
circumference also becomes high, and it has the outstanding effect that endurance improves. 
[0051] The manufacture method of the instrument panel which has the air bag door section of 
this invention according to claim 2 in one After it made the core back plate by which the 
concave was formed in the apical surface contact a cover half and it has carried out the seal 
The process which injects an elasticity resin to the cavity of a cover half and an ejector half, and 
fabricates the air bag door section. Since the process which is made to carry out specified 
quantity retreat of the aforementioned core back plate, injects rigid resin to the cavity of a cover 
half and an ejector half, and fabricates the general section is included, by slight change which 
prepares a concave in the end face of a core back plate While the bonding strength of the resin 
boundary section of the air bag door section of a dissimilar material and the general section 
becomes high, it has the outstanding effect that the stable bonding strength can be obtained. 
Moreover, the intensity of the air bag door section circumference also becomes high, and it has 
the outstanding effect that endurance improves. 

[0052] In the manufacture method of an instrument panel that this invention according to claim 3 
has the air bag door section according to claim 2 in one Since a core back plate makes the end 
face outside a concave contact the heights for concave relief formed in the cover half in 
advance of air bag door section injection molding since the seal of the resin boundary section of 
the air bag door section and the general section can be carried out certainly in addition to an 
effect according to claim 2, it has the outstanding effect that the instrument panel which has in 
one the air bag door section which has concave relief is easily obtained by 2 color injection 
molding 

[0053] In the manufacture method of an instrument panel that this invention according to claim 4 
has the air bag door section according to claim 2 in one In order for the core back plate to serve 
as an annular lobe by which the end face outside a concave is equivalent to the board thickness 
of the periphery overhang section of the air bag door section and which carried out the amount 
protrusion and to make an annular lobe contact the general surface of a cover half in advance of 
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air bag door section injection molding, since the seal of the resin boundary section of the air bag 
door section and the general section can be carried out certainly in addition to an effect 
according to claim 2, it has the outstanding effect that the instrument panel which has the air 
bag door section without concave relief in one is easily obtained by 2 color injection molding 
[0054] The manufacture method of the instrument panel which has the air bag door section of 
this invention according to claim 5 in one While ******(ing) an ejector half to the process which 
carries out hot flow pouring of the melting resin for seals, and a cover half to the concave 
formed in the apical surface of a core back plate Since the process which forces a core back 
plate on a cover half, and the process which injects an elasticity resin to the cavity of a cover 
half and an ejector half, and fabricates the air bag door section are included, while appearance 
quality improves, it has the outstanding effect that the quality of the resin boundary section is 
stabilized. Moreover, while the bonding strength of the resin boundary section improves, it has 
the outstanding effect that a good instrument-panel design is obtained by design top freedom. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is the cross section which met one to 1 line of drawing 2 . 

[Drawing 2] It is the perspective diagram showing the instrument panel which has the air bag 
door section concerning the 1st operation gestalt of this invention in one. 

[Drawing 3] It is the outline cross section showing the air bag door section forming cycle in the 
manufacture method of the instrument panel which has the air bag door section concerning the 
1 st operation gestalt of this invention in one. 

[Drawing 4] It is the outline cross section showing the general section forming cycle in the 
manufacture method of the instrument panel which has the air bag door section concerning the 
1 st operation gestalt of this invention in one. 

[Drawing 5] It is the perspective diagram showing the core back plate in the manufacture method 
of the instrument panel which has the air bag door section concerning the 1st operation gestalt 
of this invention in one. 

[Drawing 6] It is the outline sectional side elevation showing the mechanical component of the 
core back plate in the manufacture method of the instrument panel which has the air bag door 
section concerning the 1st operation gestalt of this invention in one. and a core back plate. 
[Drawing 7] It is the outline cross section showing resin supply of the air bag door section 
forming cycle in the manufacture method of the instrument panel which has the air bag door 
section concerning the 1st operation gestalt of this invention in one. 

[Drawing 8] It is the outline cross section showing the air bag door section forming cycle in the 
manufacture method of the instrument panel which has the air bag door section concerning the 
modification of the 1st operation gestalt of this invention in one. 

[Drawing 9] It is the outline cross section showing the air bag door section forming-cycle front in 
the manufacture method of the instrument panel which has the air bag door section concerning 
the 2nd operation gestalt of this invention in one. 

[Drawing 10] It is the outline cross section showing the air bag door section forming cycle in the 
manufacture method of the instrument panel which has the air bag door section concerning the 
2nd operation gestalt of this invention in one. 

[Drawing 11] It is the outline cross section showing the general section forming cycle in the 
manufacture method of the instrument panel which has the air bag door section concerning the 
2nd operation gestalt of this invention in one. 

[Drawing 12] It is a cross section corresponding to drawing 1 which shows the instrument panel 

which has the air bag door section concerning the 2nd operation gestalt of this invention in one. 

[Description of Notations] 

10 Instrument Panel 

30 Instrument-Panel Main Part 

32 Air Bag Door Section 

34 General Section 

36 Periphery Overhang Section of Air Bag Door Section 

36A The rear face of the periphery overhang section of the air bag door section 
38 Annular Heights 
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40 Opening Periphery Section of General Section 

40A The front face of the opening periphery section of the general section 
40B The rear face of the opening periphery section of the general section 

41 Concave Relief 

42 Annular Crevice 
44 Annular Heights 

50 Cover Half 

50A General surface 

51 Heights for Concave Relief 

52 Ejector Half 

54 Core Back Plate 
54C Annular lobe 
56 Concave 
72 Melting Resin 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DRAWINGS 



[Drawing 1] 
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[Drawing 2] 




[Drawing 3] 
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[Drawing 5] 
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[Drawing 7] 
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[Drawing 9] 
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[Drawing 10] 




[Drawing 11] 
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[Drawing 12] 




[Translation done.] 



http://www4.ipdljpo.gojp/cgi-bin/tran_web_cgi_eiie 



2002/11/01 



1/1 ^— V 



Copyright (C): 2000 Japan Patent Office 



http://www6.ipdl jpo.gojp/Tokujitu/tjfix.ipdl?N0000=61 &N0500=1 E_N/;%3e%3f%3f6%3£ 2002/1 1 /01 



(19)B*B1*ffFrt' (JP) 



ij^^^pilO -95029 



(SDInta.* 

B2 9C 4B/18 
45/26 

B 6 0 R, 21/20 
// B2dL 31:30 



P I 

B2 9C 45/16 
45/26 
B6 0R 21/20 





WIRT8-251597 




000003207 








(22)(UBfB 


JFjA 8 ¥(1996)9^248 



































(67) . 

Kr«fP3 2 i: -was 3 4 fc <0«^ffiS:/ii-r^T/^s'^ 
KT iHi 3 2 <Dja»3SatR 3 6 COJKB 3 6 A dtt 2 *(75fS 

4^i<D£^^f5 3 8*s?^^a?i^rv^-6c ri^e)<Dflas3 8ll, 

-A«aS3 4 0Mafll8:ifB4 0<OiSB54 0 Al-JK^Stv/^ 
. 2*C0ai«Ollfl»4 2(Cl«'g'U-Ct^*o -Aa:lfR3 4(DM 
qjajSEtfR4 0O>Effi4 OBICH. 2*cDa<^tOi£b«F54 4 
75XJi?fiK$tvT*Ji?; ctufe><oa«FfJ4 4.(l-tix^ixllfleii4 

-7 4 l;i«?i5«*tvCV>-5o 




% 2 
3 4 

a • 
a SA 
II 

40 

40A 

4«B 



X r '< 9 / F T 9 A jq II flfU V 
-MtfUiQAHip 



(2) 



0-9 S 0 2 9 



i4$ffi=M7ft(o«i!iai 

ffsf&^r^.^ yiTvrmt nti-im t oa-a-® Sft-r . 

i:i-53:r/<s/^'Kra54:-#i:i^'t"5-^ ^^^^ '-^ 

[0001] 
10 0 0 21 

3 7 5 9 6f-^$a, «PM¥5-2 0 8 



4 2 8-^^«UC^*iXt</''«.. 

[000 3] <l*Bfl¥ 7-137596 ^«lO*r^< y 

[0 0 0 4] x^t-^y^fiifi^s 3ir^<s'^ 

[0 0 0 6] i:tt«r3fc»T-53ti6, <l$|»iFi5-2 O a 4 

*-*?)^i:»^J;9, a^r/^yi/ Krffl<^WflB*r*4i:-«: 
ffirotttJB*tJ4<^«^;^iSril5>:)5 J; 5 l::/<■^■cv^^), 
[0006] 

ll5W*s«»UJ;5:t-t-5tl)S] U*^U?tC!i«?j. WM¥ 
5-20842 8-^^$a03ir>'<j/ ^ KTSCif— 

fi(^aS6(i»::J:*), iai>WflB*t!isfcoft7J»tffeo<. BP 

t>, tttflBjaa!9«i«i'^fc«flB<'3fe9>i4i6i#5.<. tttflBjafi 

[0 0 0 7] *56iq»±l23|C*«:^l8:L, ^ffiltilBf*'^^^ 
[0 0 0 8j 

[SSfiir^Sti-efc^xO^S:! W*^ 1 lB«t«)*«M<^ 

/Hlx ^ v;;^ h/w^ -y K>'^^-'i'*(*:**2feWUlfiiJKIi-C 
Snfc«C«»fBBKW3:T/< y ^ KT «fi i: ?SiC«t 

(0009J tSoT. 3ir/<s'^'Kraii:— )ais5<?3}«-a- 

[0 0 1 01 8f|5RJl2E«iro*«?^ff?3^T/<s/^^KTgll 



(3) 



0-9 6 02 9 



[0.0 1 21 tt*«3iattro:*:|BWI*, !S*«2EiKO 

[00131 tJ£o"C, 3r/< y iS' 1^- ^ fia^r/^ y 

h/w-^ 2 feWtUfiKjei- i lr» f>n 

[0 0 1 41 »*«4E«t«);t:38WI*. S«jft^2Ki8c(73 

[OOlSl ttoX, 3r/<y!5'7'^-M**7'/<y</ 

10 0 161 w*gc5ia«few*3swroxr/<y^'Kriai 



[00171 1ito-C» Si-^-vU**;' y f-ett/* 

«). }l^^^ii^^tt*^A<•>'-/^^!>J^!^^l-•c€'^.w•c, air 

[00 1 81 

[0 0 191 ig2irfl%*iX'6*n<v ^Mcj^^i^Jl-lft't 
(ia2C0i!ftffifc« <0(*i;^lw3iT^<y^r3SHl 2 (E31 
[0 0 2 01 iail;i5*sn«!in<. atr^y^^ai 2 

3cTA:5/^'5r-5M'4l'^«ril, ■< 1^7 U—^ l eRtfVx 

(0 0 2 11 wv;^ ^•/^^i^^^<*''l'l o*^*"^ 

fflflBt L-COTPO (l?ft^2att:4-V^V^ V) , TPE 
(i%5iant3:9;=^ h-T-,- tt(f5*<4!*il 0 0~B 

OOMPa, -3 5° CWffi S 0-3 0 0%) -Cfll^^iX 

•ci''2>. --:)}.■ ^'-^^ ^^^^ >' o<03ir>'<s' 

KTSJ 3 2 a^co-teSi 3 4 I*, fflSmflB i: UtWT 

SOP (at?;;^ h-^- (s'i*) i:PP (ajl^y-^'-) Sr. 
UfctetfcfiP P WBv •P'l^li, ftif #i4Jts 1 5 0 0 ~ 2 

5ooMPa, ppfflflB) •c^»)«^Fl^•cv^^), 

[0 0 2 2] *r''<-;'^§SBi 21*. Ig^u/^^/^«aw«J 

ttJ-f«i, siT/^y^-Jr— ;=«.l 4F*50-^'i^7t'— 1 6 
jlsf^WlUX, airXyt/'i^-:^ 1 4t*iH-*T0fi::itvT«6l 
^Sn-CV''63ir/<y.iyiS(*^l 8 4r^ V^*. h/W^ V 
^/H 0ro3iT/<y^Kra53 2'-.rS]lfC8ie3S$-a:4, 
3irx,/jy$5«Ei 8»4> ^i^;^ :^ h/^^^^/W'i oo 
3tr/<y^'Krll5 3 2 4rJfffiU-C3=.r-'<-;/^Kr-ei5 3 2 

affl-e$%fc«>> *lll6«oji^«gTii3ir/<y^3Slli 2 

10 0 2 3] ElllC^$i^2>^D<. 3:.r/<-;/^ Krg»3 



(4) 



0-9 5 0 2 9 



[0 0 2 4] 3:r>'<jx#^Krlsi3 2(DW«:^[^ffS^*ifi^ 
$^^•Cl^6o tfioT. xr>'<s^^^KrlBJ3 2tt. xT/< 

r «f5 3 2 mtt LX. 3:.Tv< jy ^^^S^* 1 8 
[0 0 2 51 3iT/<y^^KT|fi5 3 2 t--ite:?R5 3 4 

6 0KE3 6 Alert:. 2*:<Da4*(D (aiT^^s/^KT^ 

3 2cOffl«4:-;a-f 6) i!iiF(5 3 8;&«?gfi8;^FtL-CV^eo C 
4xfc<Ot£!j«B3 8<1-M:W3 4C0|WPj5«ftlfB4 0C0^®4 
0Alr?g^$^^fc2*^0at^^?^Ilfl^fil4 2tCSS-&UTVN 

10 0 2 6 ] — ittSCS 4a?MP^i!»«fI54 0(?C>RS 

4 0B(C|:3:, 2*(7?«ttOtaS|54 4;5JJ[!?j«StVTii5l9. 

[00 271 1 Sifejgffito-Y >^ 

[00 281 5tei*. mz\^fi^^i^^n<. mT&mBot 

^SbS 5 2 t <^*^ iTf^^ j::«;K«f/iSSr«ai U-C^T/< 
?^^^KT*fI53 2*jSRJKr5o C(?5BR, S;e:S!5 0<OS!f^ 

1 AJ::. aT-'^jy^zru— h 6 4C0^i®5 4 a 
^J^«^u•cv^*, r(Oai»lfBc03:T/<s/i^Kra5 3 21c: 
St UTrtffliJ /j? « a T/< ^ :r h 6 4 0«M 5 4 A 
OjfBfftirtt, 2*<oai*feOIMJ«t5 6;&S3fi5^Stl,T^>6, 
[0 0 2 9jtieoT. ::<DXa-Cti. 3T^<i/:J'>^U- 
h 5 4 OttS® 6 4 Aliases 5 O^TJDfluy-^j^a^FiSS 

3 2i-M:Sf(;3 4 (EI3-Cll^-rtrf^^-C;o^-t) OWfiB 
as j?-*fI5«rV--/P Lfeiftffi-C. 6 0 t ^W)S 5 2^ 

2 4rrfi?E?-C**«- 

[00301 .^fc. i<Dxai::J:o-C3ir^<iy^Krga 

3 2'<0«»KaaefR3 6 0KE3 e A(;1s 2*iOat^<7>a 
ffl3 8*X5fi^^*tU«o 

[0 0 3 11 'i*Jria5(r:^stv«jtp<, 3r^<s/^7' 



[0 0 3 2] HC:. I216lc:jr:$ti'5Sn<. ^r^^vi^^ 

U-h5 4|i. -BlSfcajS 2F^|C, 0^515 0lC*fUT« 

fii-re^ffej (ia6(D5^PnA:^f^^it;^^RPnB*r6i) ---J^sb 

6 4B(^, ;^7-r hVi^- h 5 80±E5 8 A{C@3e* 

oSt^Lt;^ hj^v't^-'^y i/'^e 2(::®^S^^-ct3!9. 
;^ hy/N*-e/y yye 2^fiBt(i-t-5:ii:{rj:oT. =ir 
>'< y ^ >^ U'- h 5 4 ;6«EI 6 o^Pn A;^(^X(i^Pn B 

[0 0 3 3] 2k<OXS-CW:v El 4 {;im$ive*D < , 

4(o3«cPnB^r[S]) --E^^eaLTif. ssssot^sbii 
[0 0 3 4] ^^r^^yt^T/u— h 5 4 coffiiffis 

/<5/^KT$5 3 2<?D/??lj^!Sttiffl3 6£08®3 6 AClJI^^ 
*ix/i:2*(0«4^(^agn3 8;^^ aK(0;WflS«*i|sf-C^?g 
$i^3affi;55SS^/^-ltt^fB3 4(DMR/SIiS«f|S4 0<;oSffi4 0 

Aicj[5j5fc$ixte 2*oait^(DiuigiJ4 2 icitg-a-r-s 

MPR»aS4 0<0»ffi4 0BlCfl. 2*<DS51fr<Oi!i«f|5 4 
4;&tfl^^$tb6o 

[0 0 3 5] i*oT. ^^m^mimmmm<o^>:^ h 

IP , 3^r^<5^ KTlflS 3 2 (O/Sl^a? 3 6 <OS^-g^®a[;6tia 
AD-r^fcii). SffiWi|sf*03iT/<y^/Kr«fi5 3 2 fc-telflS 
3 4i:(7>ttfflBlt|fM^}g^3fiS75tS;</j?ei:^lc, 

/j:e-«ft:«f|J3 4oMp/l5J»?f(J4 0<DSte4 OBl::<:i. 2 
[0 0 3 6] :^^m<omi^Mj&mo:x-r/<^y^ 

ffixd. =3r/<s/i5^>^U'-h 6 4*B:es!5 0 drifts 

i^7^^twi»;ffWflB^WttIU-Ci^r^<s/:/Kr$il3 2&i« 
JH^-r^XfliTs 3T/<5/^ru- h 5 4«:B'f:eftL«ifi 
*ii:03g®5 0 Jt^fjfflS 2 b'T^ ^ tc® KWflB 

Sr*^WU-C-W:ffl!3 4Sr^Ji?-f--5xat. Sr-&tffcii). 
3T^^s^^7^i — h 5 4<^«K5 4AlwIU]?»5 6 4r83:»t 

[0 0 3 7] ^its :^^m'<omimmj^m(o:^Ty<^:/^ 

h 5 4<7)iffiffi5 4 A;d5@SSl5 OirJU^iSRStV/S: 



(5) 



WMVl 0-95029 



[0.0 3 8] Ba7lCS*$ixS*P<. 9T^<vP'f 

u— h 5 4rti*» rv^-sisB7-6 4 '^•«ia-t-s J: 5 

8A^C>, 3iT/<5'ir KT«|53 2<7>«flBtt•!|s^S:ltttl•r5A 
h 6 6 *)til!S-*-5fiMt 6 8 »*px-c«]«rr t 
[0 0 3 9] ti^s I2l8icfl%sir6iin<. *«W<o»i 

V (PP) ift»e.fia5T«i^~h22 ^©.T®>^h 
2 2<o*:a5rt5Jr{RaicE89:*Hfc, »?aWflB-, «"J^tf. p 
p%;an«^&^s4'iia;B2 4£:. c<o4>Ma2 4o«^ 
n-)jm\zmsLZf\.itMim.isWim. mfmi. pvc (« 

{bf-zl'WJB) XttT P Oi)^b^f> ±m h 2 6 Ttff 
i«*tvfc=JB«&2 0 4ri'>';i^ h/w^ >- h^<*/w*#:3 

10 0 4 01 iO»^|ttt:, HJi«A2 0S:@;eSl5 0 

0 <o»r/< y ir Kr« 3 2 t-itefFis 3 4 *j»tmfiRJi5-f- 

■5. ^(^88, ar/<y^>^U'-h5 4|4[uif«5 6J;!)t, 
^1-i»]ro«Sa5*t, 3ir-'<s/j/KTi&B3 2 Wja»:3SWifll a 6 
0<RfflifBa-t-«ai!|*g5fflOT6 4Ci:/i;oXt>-5. 
/S:«>, 3ir-'<y^KrW3 2<73jWWflajKl=ife3i*>, CKO 
Vki^^mi, 5 4 C &@«SJ 5 0 <0-jB:ffi B 0 A JtSEJK $ 
*rfcHjB«A2 0|catg$'1*-» x-r^^'jiTYTUZ 2t 

10 0 4 11 ?»ClC, *«W<OtB2^J&Jg)l8Srig9~iai 
to 0 4 2] ISl9lC^$tt'&^<, :^9&m<om2mMlli 

oijgfiSiu roootitTorttiigaiafflBT 2Sr*s/ K7 
[0 0 4 31 •t<^>tt, eai oic^$*T,5^p<. 3r^<s/ 

r^) s«r/<s'#7'u-h5 4i:E;esj5oo 

[004 4] ci<o«Kftg-c, iii;g^5 o&wnsie 2 



S:fi)iJi^-t-S. rroSR. icT^<y^Kr«flJ3 2tJ&iSl!iW)IB 
7 2 *Sl«^i-5, 

[0 0 4 51 Ell lli:^*;h/5*n<, aTy<'y^ 
T'W- h 5 44Bi:£l!5 0;J»P,«IM-t-«.:^(6) (EIlltfD 
^^PPB^rtfej) '-^^eftLTlf, @:£2»6 0i:WSI!)a!5 2 
tro^-y tr9'-< ICB5«tttflB4:Wttl UT-Aa:«353 4 Sr^JK 

■rs. znm. -Jia:«5 344 ®i».wflB 7 2 ^ste-a-r •& i 

, -telHJ 3 4 i: 3ir /< y iSr KT 3 2 
DO?»7 0icJ:c-c, {S5r«JiBA»p>/<6-fla:Si5 3 4 
<DMPjg|feJai4 0©»E4 OBlr, «t4*roiaffl57 3*^?^ 

[ 0 0 4 6 1 («o-C, *i%W<0t5 2 SJfiJgfigroi' x;^ h 
/I'P* X h-"<;^/no!Kjg;^}*-C(i, /I'jJM ^/i^^ y 

'?^-ei±/'*<. ®Bi!WflB7 2-fniPti.«3t«). m^mso 

[0 0 4 71 01 2^^:^*4^54p<. *»M<OJB 

2^}|5Ji5fl|ro-< i':^ V hy^^yi' 1 0 -Ctt, JSHM 
m^bfii-f&Ua 4(K>Wmmi»^^4 0ro«ffi4 OB 

I::, »4^0i2i«fiJ7 3AJji5^$ix«)0-c. 3:r>'<y^Kr 

[0 0 4 81 3Etr. 2|i:^?^0^2SIJffiJgffi-eil, gJESi 
5 0 5 0 AlcJf^fiK$i^fc•>*fote^§^«J&^^fc 

iSi»waB7 2ro«Bq7 2 AjrDfluy-^^iaa^tfc 

[0 0 4 91 £il±lwi*l,^TWs *3gOT*4*3e<Ci^ffiJgflB 
[0 0 5 01 

ttKWflBsao*r/< y Krait ssiirwflBffljro— t 

-ia;g|l<o«flB«E#ff(Jrot6-g-3fiaE*tifi5<'fc-6i:*li. gfJS 
3:r/<y^Krg|i;Sl)22<;o^i>ie!<<ct). 
[005 11 Sf»*'1 2 KttW^ISM Wrcr y Kr«fB 



(6) 



0-9 50 2 9 



<©?mt iiii^^^^4<stI6l±•^-4fc^^5«^^fcJ^();S: 

[0 0 5 21 H|jftg(3IE«0*3BW«:, »3R352!E)|KO 

> y K/<*7»>*t2&jltttfifcjeir J; 0 fetus t v^ 

1 0 0 5 3 J 4 |E«t(03^l8Wrt:, W^JJI 2 fSttO 

a r y ^'.5^1'- K»jfe«ifiBlcjgfia UfcDDJtl!: i'-ypffl 

legate fBim''^ni»] 

f0ll I2l2i©l-li»|::»ofc»rBpllltrfo«. 

tig 21 *«5q(^«l^JS?gft8lcW53cT-'<s'^'Krm 



»t5-iis;a5^ft?i^ias:^t-«[iisiwaDi2i-cjt>i. 

4:^t-«tiS»JWr®ia-C*>-5. 

»t6*r>< S' KT«5/«?i5X|iwWflB«if&Sr^«l»SWr 

it53ir/<«s'^ Krgi5^jgxss(t*^-*-ttlBSBiifffiia-c*) 
[010] *«w<^>i^2Sl^fiJl5^s^i'»^,3lr/<s'^Kr 
j3lt6J=-r^<S' if Kr'WfiKj^xasr^-mii&Krsia-efo 

lEl 1] *l8MW»23li£Ji^ffijri!R53ir^<s/;i^Kr 

*3»ti-«2;95fifcfl^XSSr77%-t-lgtllSK(rSDl§lT»A)e. 
101 2] ^|c«WO»2|?J£3(igJilr^53cr/<s/i/Kr 

mi--&WfEI21-C*>«. 
[t?#-«KMl 

10 ^V7^\-iV:^'y\^/\i^t\, 
3 0 -f:^;^ h/M y h^^^/P^lc^it: 
3 2 3ir/'<:x^KTitf|5 

3 4 -wai 

3 6 =tr-'<s,-/KTffi<D;5)iSt3SUJ|tl5 

3 6 A ^T^<'-;irY7%nmmm!><r>ism 

3 8 ea«<Oi2jft5 

4 0 —^Un'^nmmM 

4 0 A -jJftjfiJOM p;ii»S|5OTSE 

4 0 B — ttfiUOM P;Hli»&Rroaffi 

4 1 nDuy— 7 

4 2 ffittronaftj 

4 4 »*ttf5(£!il|5 



(7) 



0-9 5 0 2 9 



6 0 m^m 

5 OA -f&m 

5 1 m\yv-ymf!hn 

5 2 ^KiS!' 



5 4 
54C 
5 6 
7 2 



mm 



mi] 



[[SI 3] 




it A -ttwuniittMm 

4 OB HKtfelllallMMOT 

4S 




6 0 

S ft 17119 



[ISIS] 



[132] 





54C 



5 4 c «tAftm« 



(9) 



^m^l 0-95029 



112191 mio] imii] 




t 

/ 



